4 Ux 


Work Order ID 85992 
,June-19-12. 1:17:33 РМ 


\ *85992* 
Hem ID: ` D206-667-201TRN. j A MIL 


Revision ID: 


Item Name: Crosstube Turning Detail 


*Nananan1nn* | 


itum T “МС4 * 


Page ! 


so *NS2* 


Start Date: 19/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 #4 ж Customer: 
Reference: 
LE EM c а rr ra и СКС A RU PLE = Run Start 4 * 
Approvals: Process Plan: | Нра--: Date: ош Tooling: Date: _ , а М R 1 
Stop | 
ОС: JE Date: | _ SPC (Y/N): Date: | Е P + N R 2* 
Sequence ID/ Operation | Е Set Up/ TooliD Тоо# Plan Accept | Reject Reject i Insp. P 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
__ Draw Nbr N Revision Nbr | 
0206-667-241 Rev С | 
100 0.00 
* 1 nn* MORI SEIKI CNC LATHE LARGE 
Mori Seiki Memo 0.00 


Mori Seiki CNC Lathe Large 1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA084 


2-Turn first side as per Folio FA084 


аз 3-Blend transitio Ms only, **do not sand whole tube**: 
FOLIO REV: 
DWG REV: 


*Use mill bastard file, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 


110 


ОСІ- Inspect dimensions to dimension sheet 0.00 . - 
TS > 4 
ж 1 1 (1 : 
QC Memo ` 0.00 
Quality Control 27) 


NCR: Yes / Мо | WORK ORDER NON-CONFORMANCE / UPDATE 


| Work Order: %5% | ХА : 


AGAINST DEPARTMENT/PROCESS 


DISPOSITION 


Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 


Part No. ; 2100-44 - Qo | TO. M) Scrap Machining Small Fab Rec/Store/Packaging Quality 
Е Оѕе-аѕ-іѕ Thermoforming Finishing Supplier 
Work Order Update Large Fab Composite Other 


Root Description of work order update Initial 
| Cause Date | Step Qty or Non-conformance Chief Eng 


Ш | : | 


1787 27 oz ME 


CSS op, is 7744 
Hayes, +a 174% у 
jo d АС, 


FAULT CATEGORY 


Landing Gear Hardware General. 
Ш Bending Passes Below Min Breaking E Burrs НЕ Ш Maintenance Set-up 
| | Centre Not Concentric to O/S Missing n Contamination » | N Mislabeled Supplier, . 
a Cracks Size/Length | Cut foo $hoít Ж Off-Set N Temperature/Cure . 
il Crushed/Crimp at Bending Spinning още Documentation/Data | E Orientation Misredd Weld 
| Inspection Strip in Tube: Threading Ш Finish І Bi Out of Calibration | Wrong Stock Pulled 
ІШ Other | Wrong Inspection Incomplete, . ШЕ Out of Sequencel, | Е in 
E Positioned Wrong | Drill Holes / Bi Inspection Unqualified е Outside Dimensions‘ Е Other ) 
Ex Ripples on Inner Bend E Misaligned [E] Instructions Incomplete/Unclear Over/Under tolerance | 
Ш Torque Waves іп Extrusion B Ovalized j Е Jigs/Fixtures/Tooling Ш Part Lost 2 
ЖЕ Turning Sequence N Over/Undersized EN Kit Incorrect Ж Part Moved `~ 


& Raw Material 


| - |Wave/Twist in Tube М Тоо Мапу 


и Kit Missing 


% 


Work Order ID 85992 
Јипе-19-12 1:17:33 РМ 


Item ID: 


D206-667-201TRN 


*Q5992* 


im *N9nnnan100* s s МВА 
Revision ID: В $ 
Item Name: Crosstube Turning Detail Stop Ж N S 2 ж 
Start Date: 19/06/2012 Start Qty: 1.00 "1" Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
E CU LO MINER E 5 алара Mes TUS - = T Run Start 4 ж 
Approvals: Process Plan: По Date: | Tooling: -— Date: т М R 1 
Stop 
; Я А : * * 
QC: _ RE Date: | p SPC (Y/N): Date: М R 2 
Sequence ID/ Operation | Set Up/ и С Tool ID Tool# Plan Accept Reject Reject Insp. E 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 
* 4 20* MORI SEIKI СМС LATHE LARGE ( Z 
Mori Seiki Memo 0.00 те € 
Mori Seiki CNC Lathe Large L-Turn second side as per Folio FA084 uu. ( 
2-ЕПе down transition lines smooth. 12/0 7/% 
3-Blend transition lines only, **do not sand whole tube**: „ 
*Use mill bastard file, brush file repeatedly with file card. 
FOLIO REV: d ) 
DWG REV: 
*Do not use sandpaper coarser than 320 grit. 
130 ОСІ- Inspect dimensions to dimension sheet 0.00 
*440* Жар 07) 
ос Memo 0.00 
Quality Control 


wn 
ү 


t 


Work Order ID 85992 


June-19-12 1:17:33 PM 


D206-667-201 TRN 


*Q5092* 


Item ID: Accept * 1 * Setup Start Ж * 
Revision ID: ма00040 n0 NS 1 
Пет Name: | Crosstube Turning Detail Stop Ж N с 2 ж 
Start Date: 19/06/2012 Start Qty: 1.00 *4* Cust Item ID: 

Required Date: 03/07/2012 Req'd Qty: 1.00 * 4 * Customer: 

Reference: 

e аре ЕС зат ED т 2 Би с Run Start + ж 
Approvals: Process Plan: __ Date Tooling: Td Date _ М R 1 

Stop 
Ос: _____ Date: — SPC (УМ: .  . » Date *NR^2* 

Sequence ID/ С Operation. - Set Up/ ToolID  Tool£ Plan Accept Reject Reject Insp. E 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 ОС8- Inspect parts - second check 0.00 

*440* дю aeg 
QC Memo 0.00 

Quality Control 

145 0.00 M 

*4AR* |2-4- 
Crosstubes Memo 0.00 E А 4 Д 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 

150 51 0.00 | 
*4RN* 8:915 
HandF Xtube Memo 0.00 

Hand Finishing Crosstubes 

| — Роси ~ wash X -tuha sidead O 


4- Асо БА 


Red < etch. Br: te š 


ў лое ало oc, LoSe. 


вой. 
«Ааа 
ос 


Quality Control 


QC21- Final Inspection - Work Order Release 


Memo 


0.00 


0.00 


p? "did уж Бам т pm A Ww Ж n. г; proce DATES > ook е == 
Work Order ID 85992 ә *QOROQO* Page 4 
June-19- 12 1: dd 33 РМ. " пе пе? 
Item 10: D206- 667- 201TRN Accept ж * Setup Start Ж * 
Revision ID: м9000401 nn | NS1 
Нет Name: Crosstube Turning Detail Stop Ж М с 2 ж 
Start Date: 19/06/2012 Start Qty: 1.00 жж Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 * 4 * Customer: 
Reference; 
Fara d ага x xi = == EE Run Start д ж 
Approvals: Process Plan: | . Date: Tooling: | |... Date 00 А М R 1 
Sto 

дос . | Date: — | | 5РС(Ү/М): | pate |. — p «М R ох 

Sequence ИУ С Operation | |( à Set Up/ Tool ID Tool# Plan Accept Reject | Reject Insp. 
q р р > 
Work Center ID Description Run Hours - Code  Oty Qty Number Stamp 
160 A Tnspect-Chemien-Conversion-Coat аа. 0.00 à 
И 

*4AN* Ras 03-- 2 
QC Memo 0.00 9-69 7 / 2- -/ 3 
Quality Control 
170 0.00 
*170* ERE и /2-4- /®, 
Packaging Memo 0.00 І i 
Packaging Identify and Stock in kanban rackLocation: / G 


lo. " Нав. 


Picklist Print 
June-19-12 1:17:37 PM 


Work Order ID: 85992 


*85002* 
*D208-667-201 TRN* 


D206-667-201 TRN 


Crosstube Turning Detail 


Parent ltem: 


Parent Item Name: 


Comments: IPP Кеу:А 08-03-06 пем issue DD verified by:ec 


IPP Rev В 08.04.02 Removed polish EC verified by:DD 
IPP Rev:C 08-12-23 revcas per dwg DD verified by JLM 


Component Item ID/ 


Last 


Replacement Mfg/ Unit of 


Bin Primary 
Item Name Item ID Purch Item Location Location Seq ID Measure 
D6003-102 Manufactured No 110 Each 
* * 
D6003-10? 
Crosstube, 206 
Location Loc Qty 
LG 55 
29116 10 
38335 - 45 


Qty on Qty per Kit 


Start Date: 19/06/2012 
Start Qty: 1.00 


Page 1 


Required Date: 03/07/2012 
Required Qty: 1.00 


Total 


Date 
Issued 


Qty 


Status 
Issued f 


Hand Qty 
55.0000 1 1 
жж 
Loc Code 


—— utm Do PY | 


Work Order: 


: 


DART АЕКОЗРАСЕ LTD 


El ss «| 
Description: Crosstube Assembl Part Number: D206-667-241 

MUERE: HECTORE 
Inspection Dwg: D206-667-241 Rev: C Page 1 of 2 


FIRST ARTICLE INSPECTION CHECKLIST 


Inspection Sheet Actual | Method of 
Drawing Dimension Тоюгапее Dimension Accept inspection 
30x0500 | «0010 |407 ат TUNER шг 
0.250 +1-0.010 |. 2-2O 2 КЫН 
2.240 +0.005/-0.000 | 2-3. За а БЕ ШЕ 
4.438 +1-0.030 151.46 FE ORE к қоярын 
1.780 +0.005/-0.000 ||| 72221 / U 
R0.063 +/-0.010 ОС Ж RC 
т | ыы ыча ч 
ш 
2 | 1.851 | +0.005/-0.000 | |.251 за АГА! cure OS 
1928 | «0008-0000 | 1,425 pue 
2.005 — | +0.005/-0.000 |7) 5 
2.082 +0.005/-0.000 | 2 + 26) | 
2.159 +0.005/-0.000 | "lle 4| ^ | || [| | 
2.190 +0.008/-0.000 Да | — | — | Ww [| 2-07 
ЕКТІ | mooo (orzo ^ | [үл [емсе 
0.250 UND ge. Lue cse c qe querer > 
2.240 +0.005/-0.000 D 354 -2.3- B4 ЖАЙЫҚ ы е 
4438 4990 Tq. [> [| [| її... 
1780 | +0005-0000 1.79% > ЕЧ аа 
5 | 
2 *0.005/-0.000 22 Ci | tw АА ЖА 
*0.005/-0.000 < 
2.005 +0.005/-0.000 |}. ЕЕ КЕ 
2.082 *0.005/-0.000 n 
2.159 *0.005/-0.000 i "d 
2.190 +0.005/-0.000 157, 
| +00 ET Z v 
100.60 */-0.020 60-00” V Jae 622 


HAFORMS'Quality Assurance\approved QA FAlxtube Rev С 


READING 5 


| "RE pe 


DART AEROSPACE LTD xx Work Order: ; 
сор >. у қасы т дула тет ыйы эу к о эче үз рл “нш ысты 
Description: Crosstube Assembl 


== еы AMET уз ола ч 
Inspection Dwg: 0206-667-241 Кем: C | _____ [Т Page2of2 | 
WALL THICKNESS MEASUREMENT 


READING 5 


e 
e 
2 
а 
< 
uj 
с 


----- READING 2 


e т 
: 2 
a a 
3 3 
“ “ 
| | 


READING 6 
— — READING 7 


TOLERANCE 


w4 
ET 


год 


іс 


READING 7 
сме 


Calibration Result 
Actual Block Thickness: 


------ 


Sitescan 250 Measured Thickness: 


Measured by: Audited by: '" Preliminary Approval: Ба 
07720208 Dae 72-225 = 
| Rev | 


Date | Change 
06.10.16 | New Issue (P/O D206-667-201) KJ/JLM КЕЕ 


| B [090520 | Dwg Rev updated ИГ  — | 
C | 12.06.04 | Wall thickness form added LL M 1j 


HAFORMS'Quality Assurance\approved QAY FAlxtube Rev C 


Шет | Ом | Рап Number Description 
-241 
L. AA ЕНЕНЕ GENOA ыл дыы 
X 10206-667-241 


CROSSTUBE ASSEMBLY (2068 HIGH 
AFT 
Кс ор sl ER ee 


Re [07er 
АЖ | MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, TYPE ІІ, CLASS 2 ADHESIVE 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D6003-102 
FINISHED LENGTH = 100.60:0.020 
FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART 081 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667 -241" ANO BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 22.5 lbs 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT. OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL 02891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL М521920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS MECHANISMS 
ARE LOCATED ON CROSSTUBE CLAMPS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 


“к CARTES 


DEO ATTACHED 


REFORMAT/REVISE GENERAL NOTES/PART LIST (ZN 08.11.06 
D7-1); 

REORGANIZED VIEWS AND REFORMATTED DRAWING 

TO CURRENT STANDARDS. 

03595-063-395 WAS 02856-400-694 (ZN 06-2 & А5-2); 

REMOVED REF. & ADD TOLERANCES (ZN C5-3, C4-3, 

03-3); RELOCATED FLAG #6 (ZN A7-3) PER NCR 210; 

MOVED TURNING DETAIL & UPDATED TOLERANCE TO 

SHEET 4. 


ADD HOLES FOR COMPATABILITY WITH BHT/AA 
SKIDTUBES 


bsc — [ 7. ] DART AEROSPACE LTD 
prawn | RE | HAWKESBURY, ONTARIO, CANADA 
неске — | ff ET REV. © 
МЕС. АРРА. | Æ . |D206-667-241 SHEET 1 ОЕ4 


(ғекоуо | тте SCALE 
DE APPR. | -Ж- | CROSSTUBE ASSY (2068 HIGH AFT)  wrs 


DATE COPYRIGHT 6 2000 BY DART AEROSPACE LTD 


. D2891-1 SUPPORT 
2PL 


MS21920-20 CLAMP 
4PL 
D3595-063-395 


A RUBBER CUSHION 


4 PL, (UNDER CLAMP) 


D206-667-601 


"T 
A D206-667-241 > а? Ино а ДА ок fion 


ASSEMBLY DETAIL 


(VIEW LOOKING FWD) 


ү) 


| A ИПИЕ 


М521920-20 CLAMP REF 


D2891-1 SUPPORT REF ` VIEW C-C: 


сз2 CUFF DETAIL 
A D3595-063-395 


SCALE 4X 
| RUBBER CUSHION |. Ф | DART AEROSPACE LTD 
VIEW А-А: - RER : HAWKESBURY, ONTARIO, CANADA · 


cez GUFE DETAIL oso SECTION B-B DRAWING NO. REV. С 
SCALE 5X SHEET2 OF 4 


SCALE 


COPYRIGHT © 2000 BY DART AEROSPACE LTD 

15 PRIVATE АКО COMFIDENTUL ANO В SUPPLIED ON THE EXPRESS CONDITION THAT IT I$ 
COPED OA COUMUNICATEO TO ANY OMER PERSON WITHOUT 

WATTEN PERMISSION FROM DART AEROSPACE LTD. 


PILOT 00.128 
C'SINK 20.225X100* 
3PL 


ALONG TOP EDGE 3PL 


А | PILOT 0.128 
24:42 RET (Oeo) C'SINK 20.225Х100° 
TO CENTER ОҒ BEND, | 
us = 


H— 1466 


REF, (372mm) 
TOSTARTOFBENO | 


25.04+0.13 


26.70%0.13 


0,005 
20.3239 005 
HOLE TÓ BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 
3PL 


+0.005 
00.323*0005 
HOLE ТО ВЕ ALIGNED WITHIN 40.001 
OF HOLE ON OTHER SIDE OF CUFF 
3PL 


DETAIL D 
263 ж 


37.3740.13 


ce» DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


сэз DETAIL G 
SCALE 4X 
(VIEW LOOKING FWO) 


74.74+0.25 


A D206-667-601 А pA 
BENDING AND DRILLING DETAIL € ANO 
aN (VIEW LOOKING FWD) « 


+0005 
20125: 000 


#0.005 
ат” 
.005 


+0.005 HOLE TO BE ALIGNED 000% 
20.125 5 000 WITHIN 40.001 OF HOLE 2.00 0000 в 
HOLE TO BE ALIGNED ON OTHER SIDE OF CUFF 
WITHIN 40.001 OF HOLE 2PL 
ON OTHER SIDE OF CUFF 
да ане VIEW H-H: 
HOLE TO BE ALIGNED A °'% CUFEDETAIL 
+0.005 „тво 
30.323 0000 WITHIN 40.001 OF HOLE 0160 SCALE:4X 
HOLE TO BE ALIGNED ON OTHER SIDE OF CUFF 


WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 


0.435 
REF 


оөз. МЕМ Е-Е: ВЕР 
CUFF DETAIL i 

SCALE 4X . оез SECTION Е-Е 

SCALE 5X 


снеско | 7 |овамикс мо. REV. С 
МЕС. АРРА. | (2. _ |0206-667-241 SHEET 3 OF 4 
коио | mE SCALE 
[ОЕ АРРА. | = |CROSSTUBE ASS'Y (206B HIGH AFT)  wrs 


DATE COPYRIGHT © 2000 BY DART AEROSPAGE LTD 
08 1 1 06 тыз DOCUMENT I3 PRIVATE AND CONFIDENTIAL AND 5 SUPPLIED ON THE EXPRESS COMMON Tra fT 1$ 
. 11. NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY ОТНЕЛ PERSON WITHOUT 
меттен PERS ON PROM DART AEROSPACE ТО, 


DESIGN | 4^ | DART AEROSPACE LTD 
[DRAWN — | RE | HAWKESBURY, ONTARIO, CANADA 


%, à 
5 


R100.0 TRANSITION 


BETWEEN TAPERED 
1 SECTIONS 
SEE DETAIL J 
D 874 
E 3 E g зз 8 
© © © е 5 © Б 
E] à 
5 Е 8 8 8 $18 8 8 
© 9 E а E a | = Е в 
E - E] à S 5 8 
| 1 1 


1.92829 i 2.0055%0 


1.851:0009 2.159:0005 


2.250 STOCK 
REF 


2240025 


1,780:2205 2.190755 


SEE DETAIL L АЗ K 
TAPER UNIFORMLY FROM E 
[E> 2.90 1409 REF THROUGH TO 2272 729 REF 10619 
RUNNING OFF PART 


ж TURNING DETAIL *0.005 


2.250 0000 


+0.005 


2.190 ‘200 +0.005 


2.272 495% 


2.240+0.005 
(REF) 


4.89520.030 


Dm 


1.780 REF 


---- 4.43740.030 


R100.0 REF 


(EO ATTACHED 


30* X 0.500 DEEP 
CHAMFER 


DETAIL L: 


c«4 TAPER RUN-OFF 
NOT TO SCALE 


SEE DETAIL K ; 
84-4 
К: 
ма CUFF TRANSITION pec | 47. DART AEROSPACE LTD 
NOT TO SCALE DRAWN ВЕ, .  HAWKESBURY, ONTARIO, CANADA 


CHECKED -4- DRAWING NO. REV. C 
c) 


CROSSTUEESUFF МЕС. APPR. | 42 0206-667-241 ЗНЕЕТ4 ОЕ4 
0 бо ване - реково | 2 22 [mne SCALE 


[DE appr. — | = — |CROSSTUBE ASS'Y (2068 HIGH AFT) мтѕ 


В COPYRIGHT © 2000 BY DART AEROSPACE LTD. 
DATE 08.11 06 DaS DOCUMENT B MATE A CONPOONDIL ANDES SUPPLIED OM TAE EXPRESS CONDITION THAT пів 
11. ERE тебе AO EO, амо RII En ON TS риса E mu 
eue 


DRAWING NO. TITLE REV.C| DARTAEROSPACELTD |050. мо. SHEET NO. SCALE. 
0206-667-241 | CROSSTUBE А55 (206B HIGH AFT) ENGINEERING ORDER D206-667-241-C-1. SHEET 1 OF,1 
bum D Joe DS “меме E E — — | 

DATE Ибра 


DATE 11.07.15 DATE сай БАРА 


PURPOSE: 
REPLACE MAGNOBOND WITH PROSEAL. 


CHANGE: 


IS: 
-241 


Во ма Ще ра nf пи та пор атаа ре ЫЫ қы ГЕ КЕЛТЕ 
| 6 | AR | РКОЗЕА 890 B-2 SEALANT, AMS-S-8802 CLASS В-2 


WAS: 
| 
AIR | MAGNOBOND 6398 . | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 

ТҮРЕ Il, CLASS 2 ADHESIVE 


NOTE 12-8 15, SHEET 1 IS AMENDED AS FOLLOWS: 


IS: 

12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 
12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


COPYRIGHT © 2011 BY DART AEROSPACE LTD 
THIS DOCUMEMT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 
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